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"freeze" together firmly. This can be avoided by cooling the work with a plug that is known to be undersize before caliper-ing with a plug of the desired size.
When a wheel of 60 grit is used, a hole one inch or under in diameter should be left approximately 0.0005 inch undersize. This amount is sufficient to lap out the wheel marks and leave a "dead smooth7' mirror finish to the hole. This is a general rule based on the fact that a certain amount (in this case 0.00025 inch) is enough allowance to lap out the marks left on a surface by a grinding wheel, and that should suffice for all holes regardless of size. With comparatively large holes, one and one-half inch diameter or over, it is better, however, to make allowance for finishing, owing to the fact that the area of contact of wheel
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Fig. 18.    Arbor for Holding Bushings
and work is generally not so great and the ground surface is not quite so smooth.
In regard to the external grinding of bushings, there are two important points that should be given consideration: the selection of wheels and the method of holding the work. The wheel should be fast cutting and at the same time it should hold its shape and leave a good finish. For this work good results may be obtained with an aloxite wheel of 12 inches diameter, |-inch face, 5-inch hole, 405 grit, N grade, D-497 bond, the wheel being run at a speed of 1800 R.P.M.
When a number of bushings are to be ground one after another it is best to mount them on arbors of the same length, when practicable to do so, thus saving considerable time generally spent in re-setting the platen, which has to be done whenever the tailstock is moved to accommodate arbors of different lengths. An arbor for holding bushings should be made as shown in Fig. 18. The straight part should be a good fit in the